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(54) Improvements in and relating to the manufacture of printing plates 



(57) A system for making printing plates for news- 
paper which can make with great efficiency replacement 
printing plates to be used when a printing face of the 
printing plate mounted on the plate cylinder of the rotary 
press is to be changed in part. 

The plate-making system is so built by linearly ar- 
ranging a plate feeder 2, an exposure unit 3 and a de- 
veloper 5 that the exposure unit 3 may directly form im- 
ages on the printing faces of a plate material 12 in ac- 
cordance with the image drawing signals from the com- 
puter to make a printing plate P large enough for at least 
several pages, wherein there are provided on the down- 
stream side of the developer 5: a borer 7 for making po- 



sitioning notches 12a and positioning holes 12b in the 
plate material 1 2 for several pages of newspaper as dis- 
charged from the developer 5; a cutter 8 for cutting the 
plate material 12 for several pages of newspaper from 
the borer 7 into several plate materials 1 2, each the size 
one page of newspaper; a first bender 9 for forming 
bends 12c for mounting the printing plate on the rotary 
press in the plate material 1 2 for several pages of news- 
paper which has not been cut by the cutter 8 after boring 
by the borer 7; and a second bender 10 for forming 
bends 12c for mounting the printing plate on the rotary 
press in several one page size plate materials 12' which 
have been obtained by cutting the plate material by the 
cutter 8 after boring by the borer 7. 
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Description 

[0001] The present invention relates to an improved 
system for making printing plates for newspaper printing 
by the computerised direct laser drawing technique. 
[0002] The recent progress of computer information 
and image-processing technologies has found its way 
into such fields as newspaper printing bringing about the 
development of a system for making printing plates for 
newspaper printing by the so-called CTP (computer to 
plate) technique. In this method, image signals from a 
computer activate a laser scanning head to draw de- 
sired images directly on a printing plate. 
[0003] Examples of this type of plate making system 
were developed by the inventors of the present inven- 
tion and disclosed in the Japanese patent applications 
published unexamined under Nos. 9-66595 and 
9-334320. 

[0004] Those plate-making systems are formed out of 
such apparatus as a plate feeder (plate feeding section), 
an exposure unit (electrostatic charge/drawing section), 
a plate discharging mechanism (plate discharging sec- 
tion) a development unit (heating, developing, rinsing, 
rubber coating and drying), a bending mechanism 
(bender) and a printing plate storing device (stacker) 
which are arranged in that order and can make printing 
plates in different sizes ranging from one page of a 
newspaper to several pages. 

[0005] Large-size printing plates made by such plate- 
making systems could save much time required to re- 
place plates on the rotary press. That in turn could raise 
the rate of operation, thereby printing more pages of the 
newspaper 

[0006] Meanwhile, newspaper report articles have 
been getting more and more locally diversified in con- 
tents in recent years, and advertisements have also 
been diversified, with newspapers now being printed in 
many different forms and editions. That has resulted in 
increased printing of local editions, newspapers having 
local news sections, that is, zoning newspapers, news- 
papers with pages suited for choice of readers (tailored 
newspapers), and newspapers with pages suited for 
choice of advertisers (targeted newspapers). 
[0007] In printing those newspapers, it often happens 
that articles (or contents) of a specific page in the news- 
paper have to be replaced. In conventional news print- 
ing, a printing plate wound around the plate cylinder of 
the rotary press has four or two pages. For replacement, 
in case a four-page plate is used, a whole plate having 
four pages has to be replaced with a new plate having 
four pages. If two plates, each for two pages, are mount- 
ed on a rotary press, then one plate of the two has to be 
replaced with a new one. 

[0008] To illustrate further, if a printing face B1 of a 
two-page printing plate P on a rotary press as shown in 
Fig. 9 is to be switched to printing face A1 or A3, or a 
printing face of B2 of a two page printing plate P is re- 
placed with a printing face A1 or A3, then four printing 



plates P as shown in Fig. 10 are prepared for any of 
those changes so that the printing plate P mounted on 
the rotary press can be replaced by one of the four plates 
P shown in Fig. 10. 

s [0009] In conventional plate-making systems, howev- 
er, the maximum number of printing plates that can be 
produced by one operation of plate production is two 
two-page printing plates P. To make the four printing 
plates P as shown in Fig. 10, the plate-making process 

10 has to be repeated twice, requiring a long time for pro- 
ducing replacement printing plates P. In case a plurality 
of rotary presses are in operation, the number of printing 
plates P to be replaced will inevitably increase. That 
means that many new replacements have to be pre- 

15 pared. And now the time and cost required for making 
replacement printing plates P becomes a still more im- 
portant problem. 

[0010] The present invention addresses those prob- 
lems, and it is accordingly a primary object of the present 
20 invention to provide a plate-making system which can 
make replacement printing plates efficiently and eco- 
nomically when some changes are to be effected on part 
of the printing faces of the plates mounted on the cylin- 
der of the rotary press. 
25 [0011] To achieve the foregoing object, the present in- 
vention provides a system for making printing plates for 
newspaper printing wherein a plate feeder, an exposure 
unit and a developer are linearly arranged, and the ex- 
posure unit may directly draw images on the printing fac- 
30 es of a plate material in accordance with image drawing 
signals from a computer to make a printing plate large 
enough for at least several pages; wherein there are 
provided on a downstream side of the developer: a borer 
for making positioning notches and positioning holes in 
35 the plate material for several pages of newspaper as dis- 
charged from the developer; a cutter for cutting the plate 
material for several pages of newspaper from the borer 
into several pieces of plate material, each the size of 
one page of newspaper; a first bender for forming 
40 bends, for mounting the printing plate on a rotary press, 
for several pages of newspaper which have not been 
cut by the cutter after boring by the borer; and a second 
bender for forming bends, for mounting the plate on the 
rotary press, in several one page pieces of plate material 
45 obtained by cutting plate material by the cutter after bor- 
ing by the borer. 

[0012] Preferably, said system comprises a direction 
changer installed between the developer and the borer 
to change the direction of the plate material coming from 
50 the developer and send the plate material to the borer. 
[0013] Said system may comprise a plurality of sec- 
ond benders near the cutter so that several pieces of 
plate material cut in the size of one page of newspaper 
are distributed to the several benders for bending. 
55 [0014] Advantageously, the system may comprise a 
stacker 11 installed on the downstream side of the first 
bender and the second bender to pile up and store the 
prepared printing plates P, P\ 
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[0015] Following is a description by way of example 
only with reference to the accompanying drawings of 
embodiments of the present invention. 
[0016] In the drawings:- 

[001 7] Fig. 1 is a schematic plan view of a system for & 
making printing plates for newspaper embodying the 
present invention. 

[0018] Fig. 2 is a schematic side view of the system 
for making printing plates for newspaper. 
[001 9] Fig. 3 is a schematic side and partly sectional 
view of the system for making printing plates for news- 
paper with the plate feeder, exposure unit, plate dis- 
charger and developer 

[0020] Fig. 4 is drawings of the first bender and the 
second bender in the system for making printing plates 
for newspaper to explain the operation thereof. 
[0021] Fig. 5 is a diagram showing the process of 
making two printing plates each for two pages of news- 
paper from two plate materials each for two pages of 
newspaper. 

[0022] Fig. 6 is a plan view of four printing plates, each 
the size of one page of newspaper. 
[0023] Fig. 7 is a diagram showing the process of 
making four printing plates, each the size of one page 
of newspaper, from two plate materials, each the size of 
two pages of newspaper. 

[0024] Fig. 8 is a schematic plan view of a system for 
making printing plates for newspaper according to an- 
other embodiment of the present invention. 
[0025] Fig. 9 is a plan view of two printing plates, each 
the size of two pages of newspaper. 
[0026] Fig. 10 is a plan view of four printing plates, 
each the size of two pages of newspaper. 
[0027] Fig. 1 is a schematic plan view of the system 
1 of the present invention for making printing plates for 
newspaper by the CTP technique. The system 1 for 
making printing plates for newspaper includes a plate 
feeder 2, exposure unit 3, plate discharger 4, developer 
5, direction changer 6, borer 7, cutter 8, first bender 9, 
second bender 10 and stacker 11. This system 1 can 
make in one process two pieces of printing plate P, each 
the size of two pages of newspaper, from two pieces of 
plate material 12, each having the size of two pages of 
newspaper arranged longitudinally in series, or four 
pieces of printing plate P\ each the size of one page of 
newspaper, from two pieces of plate material 1 2, each 
the size of two pages of newspaper. 
[0028] To illustrate, two printing plates P, P , each the 
size of two pages of newspaper, can be made simulta- 
neously in the plate-making system 1 . Two unexposed 
plate materials 12, 12, each the size of two pages of 
newspaper, are supplied by the plate feeder 2 to the ex- 
posure unit 3 for image drawing. The two plate materials 
12, 12 are then sent by the plate discharger 4 to the 
developer 5 for development. After that, the plates 12, 
1 2 are turned by the direction changer 6 and sent to the 
borer 7 where positioning notches 12a and holes 12b 
are formed in the two plate materials 12. The two plate 



4 

materials 12, 12 are then referred to the first bender 9 
without being cut where the plate materials are bent to 
form a bend 12c for mounting the plate on the cylinder 
of the rotary press (not shown). That way, two printing 
plates P, P, each the size of two pages of newspaper are 
made simultaneously. 

[0029] Four printing plates P' can be prepared this 
way. Two plate materials 12, 12 pass through the expo- 
sure unit 3, plate discharger 4, developer 5, direction 
changer 6 and borer 7 and are further supplied to the 
cutter 8 where the two plate materials 12 are each cut 
in the transverse direction at the centre in two pieces. 
The four plates 12* thus obtained and each having the 
size of one page of newspaper are then sent to the sec- 
ond bender 1 0 where the plates are each bent to form 
a bend 1 2c for mounting the plate on the cylinder of the 
rotary press, thereby simultaneously producing four 
printing plates P' each having the size of one page of 
newspaper. 

[0030] The sensitive plate that is used here is high- 
sensitive photopolymer plate made by coating an alu- 
minum substrate with a high-sensitive photopolymer. 
These plates 1 2 as supplied are packed in the state that 
the plates 12 are piled up one upon another with a piece 
of protection paper between them to protect the plate 
surface (not shown). 

[0031] it is also noted that the apparatus such as the 
plate feeder 2, exposure unit 3, plate discharger 4, de- 
veloper 5, direction changer 6, borer 7, cutter 8, first 
bender 9 and second bender 10 are automatically con- 
trolled according to preset signals from a control system 
(not shown) such as a computer. 
[0032] The plate feeder 2 is so designed to feed si- 
multaneously two unexposed plate materials 12, 12, 
each the size of two pages of newspaper linked longi- 
tudinally in series, to the exposure unit 3. 
[0033] The plate feeder 2 comprises, as shown in Fig. 
3, a frame 13; a dark box 14 with an openable lid 14b 
carried on the frame 1 3 and containing unexposed plate 
materials 12; a light-shielding metal cover 15 covering 
the whole of the frame 13 and having a door through 
which the dark box 14 is moved in and out; a lid closing 
mechanism provided on the frame 1 3 to open and close 
the lid 14b of the dark box 14; a protection paper remov- 
er 17 provided on the frame 13 to take out of the dark 
box 14 the plate-protective paper 12 sandwiched be- 
tween the plate materials 1 2, 1 2 in the dark box 1 4; and 
a plate material carrier 18 provided on the side of the 
exposure unit 3 to suck and carry two plates 12, 12 out 
of the dark box 14 to the exposure unit 3 at a time. The 
plate feeder 2 operates this way: When the door of the 
light-shielding cover 15 is closed with the dark box 14 
placed on the frame 1 3, the lid opening device 1 6 is ac- 
tuated to leave the dark box 14 open and then the pro- 
tection paper remover 1 7 will work to take out of the dark 
box 1 4the plate-protective paper between the plates 1 2, 
12 in the dark box 14. Then, the plate material carrier 
1 8 is activated to suck and carry two plate materials out 
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of the dark box 14 to the exposure unit 3. 
[0034] The dark box 1 4, as shown in Figs. 1 and 3, is 
made up of a box-shaped metal body 14a opened up- 
ward and storing piles of unexposed plate materials 12 
placed side by side, and a metal lid 1 4b capable of open- 
ing and closing for covering the opening of the body 1 4a. 
The dark box is so designed that when the lid 14b is put 
on the body 14a, the lid 14 and the body 14a are fitted 
into each other so closely as to shield the dark box com- 
pletely 14 from light. 

[0035] The lid closing mechanism 1 6 is formed out of 
a lifting body 16a arranged around the dark box 14 on 
the frame 1 3 allowed to go up and down, and engagable 
with the outer periphery of the iid 1 4b and a drive system 
to lift up and down the lifting body 16a. The lid closing 
1 6 operates this way: when the lifting body 1 6a engaged 
with the outer periphery of the lid 14b is lifted, the lifting 
body 16a as indicated by a line including dots in Fig. 3 
lifts the lid 14b to open the dark box 14. Reversely, if the 
lifting body 16a is lowered, the lid 14b is placed on the 
body 14a, closing the dark box 14 as indicated by solid 
line in Fig. 3. 

[0036] The protection paper remover 17 is made up 
of, as shown in Fig. 3, a plurality of vacuum-type suction 
cups 17a movable in the horizontal and vertical direc- 
tions to suck and carry out of the dark box 14 the pro- 
tection paper sandwiched between the plate materials 
12 and 12 in the dark box 14 and a pair of paper dis- 
charging rollers 17b installed near the dark box 14 to 
discharge the paper conveyed by the suction cups 17a. 
The protection paper remover 1 7 is so designed that the 
protection paper on the unexposed plate material 12 in 
the dark box 14 is sucked up and moved to a position 
near the protection paper discharging rollers 17b, 17b, 
where part of the paper is engaged between the rotating 
rollers 1 7b and 1 7b so that the paper may be discharged 
out of the dark box 14. 

[0037] The protection paper carried out of the dark 
box 1 4 is discharged into a protection paper receiving 
bag (not shown) under the protection paper remover 1 7. 
[0038] The plate material carrier 18 comprises, as 
shown in Fig. 3, a two-stage expansion rail 18b which 
is provided at the ceiling portion of the space inside the 
exposure unit 3 and the plate discharger 4 and which is 
expanded and contracted by a fluid pressure cylinder 
1Ba, a support frame 18d which is supported by the ex- 
pansion rail 18b and allowed to run along the expansion 
rail 1 8b by the fluid pressure cylinder 18c and a header 
1Bf which is mounted on the support frame 18C by 
means of a fluid pressure cylinder (not shown) allowed 
to move up and down and provided with a plurality of 
vacuum rubber suction cups 18e for holding the plate 
materials 12 in the dark box 14. The plate material car- 
rier 18 operates this way: As the lid 14b of the dark box 
1 4 is opened and the protection paper is removed, the 
expansion rail 18b stretches from the exposure unit 3 to 
the plate feeder 2 and the frame 1 8d moves to a position 
over the dark box 14. Then the header 18f moves down 



6 

with the suction cups 18e sucking and holding a plate 
material 12 in the dark box 14. And the header 18f rises 
to raise two plate materials 1 2, 1 2 stored side by side in 
the body 14a of the dark box 14. In this state, the ex- 

s pansion rail 18b retracts into the exposure unit 3 and at 
the same time the support frame 18d moves to the ex- 
posure unit 3. Finally, the header 1 8f goes down to place 
the plate materials 12, 12 on the table of the exposure 
unit 3. Two plate materials 12, 12, each the size of two 

10 pages of newspaper, are fed to the exposure unit 3 si- 
multaneously. 

[0039] The exposure unit 3 is mounted adjacent to 
and on the downstream side of the plate feeder 2 and 
exposes simultaneously two plate materials 12, 12, 
is each the size of two pages of newspaper, fed by the 
plate feeder 2. 

[0040] To further illustrate, the exposure unit 3 is 
formed out of, as shown in Figs. 1 and 3, a frame 1 9 
provided adjacent to and downstream of the plate feeder 

20 2. The frame 19 is provided with a table 20, exposure 
cylinder 21 , plate winding roller 22, two laser scanning 
heads 23 and two cameras 24 for measurement of laser 
beam and others. The whole of the frame 1 9 is covered 
with a light-shielding metal cover 25 provided with a door 

25 that can open and close. The exposure unit 3 operates 
this way. Image drawing signals (digitized signals) for 
plate making from a computer (not shown) are sent to 
each laser scanning head 23 by way of a image drawing 
controller (not shown). Laser scanning is effected on the 

30 printing face of a high-sensitive photopolymer plate ac- 
cording to the image drawing signals. Thus, signal im- 
ages are drawn in the form of latent images on the plate 
12. 

[0041] The exposure cylinder 21 is driven to rotate by 
35 a servo motor 26. On the outside surface are provided 
vacuum suction holes 21a which vacuum suck and hold 
the plate material on the surface of the exposure cylin- 
der 21 and positioning stoppers (not shown) that posi- 
tion the upper end when the plate material 12 is mount- 
40 ed. 

[0042] Furthermore, the laser scanning heads 23 ex- 
pose images directly on the sensitive plate 1 2 according 
to image drawing signals from the computer. The laser 
scanning heads 23 can be moved by the moving mech- 

45 anism 27 of the exposure cylinder 21 . 

[0043] The exposure unit 3 is of the same construction 
as that disclosed in the Japanese patent application laid 
open unexamined under No. 9-334320 etc. 
[0044] Thus, the two plate materials fed to the table 

50 20 of the exposure unit 3 by the plate feeder 2 are po- 
sitioned by the stoppers wherein the front end is put and 
held on the outside surface of the exposure cylinder 21 
by the vacuum suction holes 21a and is wound on the 
outside surface of the exposure cylinder 21 as the ex- 

55 posure cylinder 21 and the plate winding roller 22 rotate 
in the winding direction. Then, the rear end is put and 
held on the outside surface of the exposure cylinder 21 
by the vacuum suction holes 21a. 
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[0045] When the two plate materials 1 2, 1 2 have been 
wound around the outside surface of the exposure cyl- 
inder 21 , the servo motor 26 rotates the exposure cylin- 
der 21 in a specific direction. At the same time, two laser 
scanning heads 23, 23 are moved in a specific direction 
by a moving mechanism 27, and image drawing (expo- 
sure) is done simultaneously on the two plates 12, 12 
by the two laser scanning heads 23, 23. 
[0046] When image drawing is completed on the two 
plates 1 2, the front end of the plate 1 2 held by the vac- 
uum suction holes 21a is released, and the exposure 
cylinder 21 and the plate winding roller 22 rotate in a 
specific direction. By this action, the two plate materials 
12, 12 wound around the exposure cylinder 21 are re- 
moved and carried away to the plate discharger 4. 
[0047] The plate discharger 4 is provided with, as 
shown in Fig. 3, a table 29, a belt conveyer 30 and others 
on a frame 28, which is installed downstream of and ad- 
jacent to the exposure unit 3. And the whole of the frame 
28 is covered with a light-shielding metal cover 31 pro- 
vided with a door that can be opened and closed. The 
plate discharger 4 is so constructed that the two ex- 
posed plate materials 12,12 sent out from the exposure 
unit 3 are received by the table 29. The plate materials 
12, 12 on the table 29 are referred to the developer 5 
which follows by the belt conveyer 30. 
[0048] The developer 5 has within a case 32 a heater 
33, developer 34, rinser 35, rubber coater 36 and dryer 
37 as shown in Fig. 3. In this unit 5, the latent image 
formed in the exposure unit 3 is heated by the heater 33 
and fixed on the printing face on the plate and then the 
high sensitive photopolymer layer other than the fixed 
images is removed with alkaline solution to form a print- 
ing face. The plate material is then rinsed in the rinser 
35 and put to protective treatment such as coating with 
rubber in the rubber coater 36. 
[0049] The direction changer 6 is mounted down- 
stream of and adjacent to the developer 5. This direction 
changer 6 is to change the position of the plate material 
1 2 so that the apparatuses which follow such as the bor- 
er 7 and cutter 8 may receive the plate material 1 2 prop- 
erly. 

[0050] To further illustrate, the direction changer 6 re- 
ceives the two plate materials 1 2, 1 2 as discharged from 
the developer 5, and changes the direction of the plates 
by turning them 90 degrees before sending them out to 
the following borer 7. As shown in Figs. 1 and 2, the 
direction changer 6 is formed out of a table 38 to receive 
the plate materials 1 2, 1 2 from the developer 5, a rotator 
39 mounted over the table 38 movable up and down and 
rotatable and provided with vacuum suction cups 39a 
which hold two sensitive plates 12, 12 on the table 38 
at a time and change the direction thereof, and a belt 
conveyer 40 provided on the table 38 to carry to the fol- 
lowing borer 7 the turned two plate materials 12, 12. 
[0051] The borer 7, which is provided downstream of 
and adjacent to the direction changer 6, is to form in the 
two plate materials 12, 12 sent in from the direction 



changer 6 positioning notches 12a used to position the 
printing plate on the rotary press . The borer 7 is also to 
make holes 12b used to position the plates on the first 
bender 9 and the second bender 10. 

s [0052] The borer 7 as shown in Figs. 1 and 2 is a press 
machine with a plurality of punches (not shown) which 
is equipped with three vertically movable upper mem- 
bers 41 disposed side by side and positioned opposite 
to the two ends and the centre of the plate materials, 

10 and a lower member 42 provided with a plurality of holes 
(not shown) which fit with the punches of the upper 
members 41. In operation, the respective upper mem- 
bers 41 are moved up and down by a specific distance 
with the punches inserted into the corresponding holes 

15 on the lower member 42. This way, positioning notches 
12a and holes 12b are formed at specific positions in 
the two plate materials 1 2. 

[0053] On the lower member 42 of the borer 7 are pro- 
vided belt conveyers 43 which carry the two plate ma- 

20 terials 1 2 to the cutter 8 which follows. 

[0054] The positioning notches 12a are formed at 
such places that positioning protrusions (not shown) 
provided on the plate cylinder of the rotary press may 
engage with those positioning notches 12a when the 

25 completed printing plate is mounted on the rotary press. 
That is, the positioning notches 12a are to put the print- 
ing plate in place on the plate cylinder and at the same 
time to block the printing plate from moving in the axial 
direction of the plate cylinder. 

30 [0055] The positioning holes 12b are formed at such 
places that the positioning pins 51 provided on the bend- 
ers 9, 1 0 may engage with the corresponding holes 1 2b 
when the two ends of the plate materials 12 are bent by 
the first bender 9 and the second bender 10. In other 

35 words, the holes 12b are for the plate materials 12, 12 
to be placed in a predetermined position on the benders 
9, 10. 

[0056] Thus, when the two plate materials 12 are to 
be cut along the width-wise median line into four plate 

40 materials 1 2', the borer 7 makes notches 1 2a and holes 
12b in the centre and at the two ends of the two plate 
materials 12, 12 as shown in Fig. 7 by moving up and 
down the three upper borer members 41 . On the other 
hand, where there is no need to cut the two plate mate- 

45 rials 1 2 in half by the cutter 8, only the two upper mem- 
bers 41 at the two ends move up and down to make 
notches 1 2a and holes 1 2b at the two ends as shown in 
Fig. 5. 

[0057] Square notches 1 2a made in the centre of the 
50 plates 12, 12 become opened notches 12a when the 
plates 1 2, 1 2 are cut along the median line by the cutter 
8. 

[0058] The cutter 8, mounted downstream of and ad- 
jacent to the borer 7, cuts in half the two plate materials 
55 12, 12 sent from the borer 7 along the transverse median 
line to produce four sensitive plates 12'. 
[0059] The cutter 8 is equipped with, as shown in Figs. 
1 and 2, a loading platform 44 to receive and carry the 
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two plate materiats 12, 12 from the borer 7 and rotary 
blades 45 provided over the loading platform 44, mov- 
able vertically and allowed to run in the traverse direc- 
tion of the plate 12. The rotary blades rotate and run to 
cut the plate materials 12. 

[0060] On the loading platform 44 of the cutter 8 are 
provided belt conveyers 46 to send out the two plate ma- 
terials 12, 12 to the following bender 9 in case the two 
plate materials 12, 12 are not cut in half. 
[0081] The cutter 8 is not actuated when there is no 
need to cut the two oblong plate materials, each the size 
of two pages of newspaper. The belt conveyers 46 alone 
work to send out the two oblong plates 1 2, 1 2 to the first 
bender 9. 

[0062] The first bender 9 is installed downstream of 
and adjacent to the cutter 8 as shown in Figs. 1 and 2. 
The first bender 9 forms bends 1 2c used when mounting 
the two uncut oblong plates 12, 12 on the plate cylinder 
of the rotary press. The second bender 10 is installed 
close to and on the lateral side of the cutter 8 as shown 
in Fig. 1 . The second bender 1 0 forms bends 1 2c in four 
sensitive plates 12', each the size of one page of news- 
paper, which were produced by cutting in half the plates 
by the cutter 8. The bends 1 2c are used when the plates 
are mounted on the plate cylinder of the rotary press. 
[0063] The benders 9, 10 comprise, as shown in Fig. 
4 (1 ) to (4): a loading platform 47 on which the plate 1 2 
is put and which is somewhat longer than the plate ma- 
terial 12; receiving blades 48 provided at the two ends 
of the loading platform 47; a plate press 49 movable ver- 
tically in relation to the loading platform 47 to clamp the 
plate material on the loading platform 47; a bending 
movable blade 50 which is provided on the plate press 
49 and pivotable to bend downward along the receiving 
blade 48 the edge portion of the plate material protrud- 
ing beyond the receiving blade 48, which plate material 
12 is pressed and clamped on the loading platform 47 
by the plate press 49; and vertically movable positioning 
pins 51 which are provided outside of the receiving 
blade 48 and are to be fitted into the positioning holes 
12b in the plate material 12. By those bends 9, 10, the 
two ends of the plate material 1 2 are bent until a roughly 
V-shaped bend 12c is formed. 
[0064] On the loading platform 47 of the first and sec- 
ond benders 9 and 10 are provided belt conveyers 52 
to send out to the following stacker 1 1 the plate materials 
12, 12' with bends 12c formed. 
[0065] The benders 9, 1 0 are of the same construction 
as those disclosed in the Japanese utility model appli- 
cation laid open under No. 53-159703. 
[0066] Above the cutter 8 and the second bender 1 0 
is a moving means for transferring to the second bender 
10 each one or two of the four plate materials 12', each 
the size of one page of newspaper, from the cutter 8. 
[0067] The moving means 53 includes, as shown in 
Figs. 1 and 2, a guide rail 53a provided above the cutter 
8 and the second bender 1 0, a mover 53b mounted on 
the guide 53a, movable up and down and allowed to run 



along the guide rail 53a, and vacuum suction cups 53c 
that are mounted on the mover 53b and hold the plate 
materials 12' on the platform of the cutter 8 one by one 
or two by two. That is, It is so arranged that the plate 
s materials 12' on the loading platform 44 of the cutter 8 
can be transferred to the loading platform of the second 
bender 1 0 one by one or two by two. 
[0068] The stackers 11, each provided downstream 
of and adjacent to the first bend 9 and the second bender 
10 10, store piles of the plate materials 12, 12' (printing 
plates P, P') conveyed from the benders 9, 10. 
[0069] There will now be described examples of mak- 
ing an oblong printing plate P, the size of two pages of 
newspaper, having printing face B1 and A2, and another 
15 oblong printing plate P, the size of two pages of news- 
paper, having printing face B2 and A4. 
[0070] A pack of oblong unexposed plate materials 
12, each the size of two pages of newspaper, is un- 
packed in a dark room (not shown) provided separately 
20 from the plate-making system 1 . In this dark room, piles 
of the plate materials 12 are stored side by side in the 
dark box. The dark box is then loaded on a handcart- 
type carrier (not shown) and moved through the daylight 
room to the plate feeder 2 of the plate-making system 
25 1 . The dark box 1 4 containing the plates are loaded on 
the frame 13 of the plate feeder 2. 
[0071] When the door of the light-shielding cover 15 
is closed with the dark box 14 placed on the frame 13 
of the plate feeder 2, the door closing mechanism 16 is 
30 actuated to leave the dark box 1 4 opened and the pro- 
tection paper remover 17 is actuated to remove out of 
the dark box 1 4 the protection paper protecting the print- 
ing face of plate materials 12 in the dark box 14 and 
discharge the same into a protection paper receiving 
35 bag (not shown). Then, the paper material carrier 18 
works to suck and transfer two plate materials 12, 12 
from the dark box 1 4 to the table 20 of the exposure unit 
3. 

[0072] The two oblong plate materials 1 2, 1 2 carried 
40 to the exposure unit 3 are simultaneously put to image 
drawing treatment by the direct laser image drawing 
method. The exposed two plate materials 1 2, 1 2 are dis- 
charged by the plate discharger 4 from the exposure unit 
3 to the developer 5 for development. That is, passing 
45 through the exposure unit 3 and the developer 5, the 
two plate materials 12, 1 2 of the size of two pages of 
newspaper are formed - one plate, having printing faces 
B1 and A2 and the other, having printing faces B2 and 
A4 (see Fig. 5(1)). 
50 [0073] The two oblong plate materials 12, 12 dis- 
charged from the developer 5 are received by the direc- 
tion changer 6 and held and turned 90 degrees by the 
rotator 39 and then sent out to the borer 7 by the belt 
conveyer 40 provided on the table 38 (see Fig. 5 (2)). 
55 [0074] The two plate materials 1 2, 1 2 sent to the borer 
7 are bored. Thus formed are notches 12a at one end 
for positioning the plate 12 on the rotary press and also 
positioning holes 1 2b at the two ends for positioning the 
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plate on the first bender 9. After that, the two sensitive 
plates 12,12 are sent out to the cutter 8 by the belt con- 
veyer 43 provided at the borer 7 (see Fig. 5 (3)). 
[0075] The two plate materials 12,12 sent to the cutter 
8 are not cut but forwarded to the first bend 9 by the belt s 
conveyer 46 provided at the cutter 8. At the bender 9, 
the two ends of each plate 12 are bent to form bends 
12c for mounting the plate on the plate cylinder of the 
rotary press (see Fig. 5 (4)). Thus obtained is a so-called 
printing plate P. 

[0076] Printing plates, each the size of two pages of 
newspaper, are piled up and stored in the stacker 11 as 
they are sent in from the first bender 9 by the belt con- 
veyer 52. 

[0077] That way, a printing plate P of the size of two 
pages of newspaper having printing faces B1 and A2 
and another printing plate P of the same size with print- 
ing faces B2 and A4 are made by the plate-making sys- 
tem 1 . Those plates P are mounted on the plate cylinder 
of the rotary press for the printing of newspaper. 
[0078] Meanwhile, it can happen that printing face B1 
or B2 on the printing plate P (Fig. 5 (4)) to be mounted 
on the plate cylinder of the rotary press has to be re- 
placed with printing face A1 or A2. In such a case, four 
one - page size printing plates P' having printing faces 
A1 , A2, A3 and A4 as shown in Fig. 6 are made by the 
plate-making system 1 wherein the printing plate P 
mounted on the plate cylinder of the rotary press is re- 
placed by one page size printing plates P\ 
[0079] The four printing plates P 1 or the four separate 
one-page printing faces - A1 , A2, A3 and A4 - are pre- 
pared by the plate -ma king system 1 this way. First, two 
oblong plate materials 12,12, each the size of two pages 
of newspaper, one with printing faces A1 and A2 and 
the other with printing faces A3 and A4 (see Fig. 7 (1) 
are produced. This process involves the plate feeder 2, 
exposure unit 3 and developer 5 as in making the afore- 
said printing plate P. 

[0080] The plate material 12 with printing faces A1 
and A2 and the plate material 12 with A3 and A4 are 
received by the direction changer 6 as they are dis- 
charged from the developer 5 and turned 90 degrees by 
the rotator 39. In that state, the plates are sent out to 
the borer 7 by the belt conveyer 40 provided on the table 
38 (see Fig. 7 (2)). 

[0081] The two plate materials 1 2, 1 2 that are sent to 
the borer 7 are bored. Thus formed are notches 12a at 
one end and in the centre for positioning the plate 1 2 on 
the rotary press and also positioning holes 12b at the 
two ends and in the centre for positioning the plate on 
the second bender 10. After boring, the two sensitive 
plates 1 2, 1 2 are sent out to the cutter 8 by the belt con- 
veyer 43 provided at the borer 7 (Fig. 7 (3)). 
[0082] The two plate materials 12, 12 which have 
been sent to the cutter 8 are cut along the traverse me- 
dian line by the rotary blade 45 to give four separate 
plate materials 12', each with one of four printing faces 
- A1, A2, A3 and A4 (Fig. 7 (4)). 



[0083] The separated four plate materials 1 2* are then 
sent by the mover 53 one by one or two by two to the 
bender 10, where the two ends are bent to form bends 
12C for mounting the plate on the plate cylinder of the 
rotary press (Fig. 7 (5)). That way, four separate one- 
page printing plates P'are prepared. 
[0084] Separate one-page printing plates P' are piled 
up and stored in the stacker 11 as they are sent out on 
the belt conveyer 52 from the second bender 10. 
[0085] By this plate-making system 1, as set forth 
above, it is possible to make, in one run of the process, 
to make four separate one-page printing plates P' each 
with one of four printing faces - A1 , A2, A3 and A4. 
These printing plates P' are used for printing as replace- 
ment of the printing plate P mounted on the plate cylin- 
der of the rotary press. 

[0086] The prior art plate-making system 1 has to con- 
duct the plate-making process a plurality of times to pre- 
pare replacement printing plates P (oblong two-page 
plates) when a specific page on the printing plate P 
mounted on the plate cylinder of the rotary press was to 
be replaced with another. The plate-making system of 
the present invention can make, in one run of the proc- 
ess, replacement printing plate P' with great efficiency. 
[0087] Fig. 8 is a schematic plan view showing a sys- 
tem for making printing plates for newspaper by the CTP 
technique according to another embodiment of the 
present invention. In this plate-making system, there is 
provided the second bender 10 on each lateral side of 
the cutter 8 and, in addition, the stacker 11 downstream 
of each second bender 10 so that four separate one- 
page plate materials 1 2' from the cutter 8 are separated 
and supplied to the two units of the second bender 10 
for bending. 

[0088] Except for that, this embodiment is of the same 
arrangement as the plate-making system 1 illustrated in 
Figs. 1 to 4, including the same components: plate feed- 
er 2, exposure unit 3, plate discharger 4, developer 5, 
direction changer 6, borer 7, cutter 8, first bender 9, sec- 
ond bender 10, moving means 53 and stacker 11 . 
[0089] The parts of this embodiment common with 
those of the system in Fig. 1 are to be shown by the 
same reference numerals. No detailed description will 
be given. 

[0090] In the plate-making system 1 of this embodi- 
ment of the present invention, it is possible to form 
bends 12c in the four separate printing plates 12' by the 
two units of second bender 10. In other words, replace- 
ment printing plates P' can be prepared in a shorter time. 
[0091] In the preceding embodiments, the plate ma- 
terial 12 is a high-sensitive photopolymer plate. In an- 
other embodiment, other plates may be used which in- 
clude silver salt plate, stiver salt + diazo hybrid plate and 
heat -sensitive plate. 

[0092] In the embodiments described above, two sen- 
sitive plates 1 2, 1 2, each the size of two pages of news- 
paper, are cut into four one-page printing plate P\ In an- 
other embodiment, a four-page plate material (not 
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shown) may be cut into four one-page printing plate P". 
[0093] In those embodiments just described, the 
plate-making system 1 is a linear arrangement of plate 
feeder 2, exposure unit 3, plate discharger 4, developer 
5, direction changer 6, borer 7, cutter 8 and first bender 
9 with the second bender 1 0 placed on one side or two 
lateral sides of the cutter 8. That arrangement of the sys- 
tem components in the embodiments is not restrictive. 
Any arrangement or configuration may be adopted as 
long as the plate material 1 2, of the size of several pages 
of newspaper, can be processed and cut into one-page 
printing plates P'. 

[0094] It is also so arranged in the embodiments de- 
scribed above that a pack of unexposed plate material 
12 is unpacked in a dark room (not shown) provided in 
a place separated from the plate-making system 1 and 
that the dark box containing the unpacked plate materi- 
als 1 2 is forwarded by a carrier cart to the plate-making 
system 1 through a daylight room. In another embodi- 
ment, the dark box may be installed upstream of the 
plate-making system 1 so that the pack of unexposed 
plate materials 1 2 may be unpacked therein and sent to 
the plate feeder 2. 

[0095] The plate feeder is not limited to the described 
construction. Any construction or configuration will do 
as long as the plate feeder can supply unexposed plate 
materials 12 to the exposure unit 3. 
[0096] The direction changer 6 in the above embodi- 
ments comprises a rotator 39 equipped with suction 
cups 39a and a table 38 and so designed that the rotator 
39 sucks and turns the sensitive plate 12 on the table 
38. In another embodiment, the direction changer 6 may 
comprise a turn table (not shown) which changes the 
direction of the plate material 12 and sends the same 
out to the borer 7 which follows. 
[0097] In the aforesaid embodiments, the cutter is 
provided with a movable rotary blade 45 which rotates 
and runs to cut plate material 12. In another embodi- 
ment, instead of the rotary blade 45a, a linear blade (not 
shown) may be used which is moved up and down to 
cut the plate material 12. 

[0098] As set forth above, a plate-making apparatus 
in accordance with the present invention may be provid- 
ed, on the downstream side of the developer, with: a bor- 
er for forming positioning notches and positioning holes 
in the plate material discharged from the developer; a 
cutter for cutting the plate material, the size of several 
pages of newspapers from the borer into several plate 
materials, each the size of one page of newspaper; a 
first bender for forming bends for mounting the plate on 
the rotary press in the plate material having the size of 
several pages of newspaper, which has not been cut by 
the cutter; and a second bender for forming bends for 
mounting the plate on the rotary press in several one 
page size plate materials produced by cutting the plate 
materials by the cutter after the boring. 
[0099] That facilitates replacement of a page or pages 
on the printing plate of the several page size on the ro- 



14 

tary press. The prior art plate-making system 1 had to 
conduct the plate-making process a plurality of times to 
prepare replacement printing plates P or oblong two- 
page plates. The plate-making system of the present in- 
5 vention can make, in one run of the process, four re- 
placement printing plates, thus saving time and achiev- 
ing great efficiency. 

[01 00] The plate-making apparatus of the present in- 
vention may comprise a direction changer installed be- 
10 tween the developer and the borer to change the direc- 
tion or position of the plate material so as to make it easy 
for the plate material to be received and processed by 
the apparatuses which follow - the borer, cutter and 
benders. 

is [0101] The apparatus of the present invention may be 
provided with a plurality of units of the second bender 
near the cutter so that a plurality of plate materials cut 
in the size of one page of newspaper are distributed 
among the benders for bending. In other words, a plu- 
20 rality of plate materials can be bent simultaneously, thus 
speeding up formation of bends and preparation of print- 
ing plate. 

[0102] The plate-making apparatus of the present in- 
vention may include a stacker installed on the down- 
25 stream side of the first bender and the second bender 
10 to pile up and store the prepared printing plates, 
which saves the trouble of sorting those pieces for eas- 
ier handling. 



1. Apparatus for producing single-page and multiple- 
page printing plates adapted for mounting on a ro- 

35 tary press cylinder; which apparatus comprises: 

plate feeding means for feeding unexposed 
printing plates into the apparatus; 
exposing and developing means for recording 
40 on each of said unexposed plates images for 

two or more pages, so as to produce a multiple- 
page printing plate; 

means for cutting selected multiple-page print- 
ing plates into a plurality of single-page plates; 
45 first bending means adapted to bend each of 

said single-page printing plates so as to config- 
ure each single-page plate for correct mounting 
on a rotary press cylinder; 
second bending means adapted to bend each 
50 uncut multiple-page printing plate so as to con- 

figure the plate for correct mounting on a rotary 
press cylinder; and 

conveying means adapted for conveying said 
uncut plates to the second bending means and 
55 said cut plates to the first bending means. 

2. Apparatus as claimed in claim 1 , characterised in 
that said cutting means is selectively operable to cut 
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selected multiple-page printing plates into a plural- 
ity of cut plates, and said conveying means com- 
prises a first conveyor adapted to convey said cut 
plates from the cutting means to the first bending 
means and a second conveyor adapted to convey 
said uncut plates from the cutting means to the sec- 
ond bending means. 

3. Apparatus as claimed in claim 1 , wherein said con- 
veying means includes a first conveyor adapted to 
convey selected multiple-page printing plates to the 
cutting means for cutting, and a second conveyor 
adapted to convey the remaining multiple-page 
printing plates to the second bending means for 
bending. 

4. Apparatus as claimed in claim 2, wherein said first 
or second conveyor comprises a guide rail extend- 
ing from the cutting means to the first or second 
bending means, and a plate carrier slidably mount- 
ed on said guide rail and adapted to move on the 
rail between said cutting means and said first or 
second bending means, which plate carrier is 
adapted to carry one or more plates from the cutting 
means to the first or second bending means. 

5. Apparatus as claimed in claim 4, wherein said plate 
carrier comprises one or more vacuum suction cups 
for holding said one or more plates. 

6. Apparatus as claimed in any preceding claim, 
wherein said cutting means comprises one or more 
rotary blades. 

7. Apparatus as claimed in any preceding claim, fur- 
ther comprising perforating means for forming 
notches or apertures in each of said printing plates, 
so as to enable said printing plates to be correctly 
mounted on the first or second bending means for 
bending, and/or to enable said printing plates to be 
correctly positioned on a rotary press cylinder. 

8. Apparatus as claimed in any preceding claim, char- 
acterised in that said first bending means comprises 
a plurality of benders adapted tor simultaneously 
bending a plurality of cut printing plates. 

9. Apparatus as claimed in any preceding claim, fur- 
ther comprising stacking means for stacking said 
cut and/or uncut printing plates when said plates 
emerge from the first and/or second bending 
means. 

10. Apparatus as claimed in any preceding claim, char- 
acterised in that said exposing and developing 
means comprises one or more laser scanning 
heads arranged for producing an image on said un- 
exposed printing plates. 



1 1 . Use of the apparatus of any of claims 1 -1 0 for pre- 
paring multiple-page and/or single-page printing 
plates for printing newspaper pages, magazine 
pages, and the like. 
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